IN THE CLAIMS: 



All claims with their current status, inclusive of current amendments, are presented 
below. 

1 . (Amended hereby) An apparatus for the handling of a metal strip, wherein the 
apparatus includes a first coiler and a second coiler and a moveable roll, a strip path 
being defined between a first location and a second location, wherein a movement of 
the said movable roll changing can change the length of the said strip path, said coilers 
having a rotational angular position that changes with rotation thereof, said the 
apparatus further comprising i ncluding a measurer of the rotational angular position of 
at least one of the said coilers t and an actuator for the said moveable roll, the said 
actuator being provided with signals from the said measurer, wherein the position of 
said the moveable roll can be b e ing defined, at least in part, as a function of the 
rotational angular position of at least one of the said coilers. 

2. (Amended hereby) Ar The apparatus according to of claim 1 , wherein said 
measurer comprises i n which on e or both of th e co i l e rs are f i tt e d w i th at least one 
angular position transduc e rs transducer, wherein said at least one angular position 
transducer can to measure the rotational angular position of at least one of said the 
co i l o r or coilers during coiling or uncoiling. 

3. (Amended hereby) Ab The apparatus accord i ng to of claim 1 , further 
comprising in which tho mov o ab l o ro ll i s moved by a roll position controller; wherein said 
roll position controller can control the movement of said moveable roll via said actuator, 
wherein said actuator comprises s uefchas a hydraulic cylinder. 

4. (Amended hereby) Ar The apparatus according to of claim 1 , further 
comprising i n which a moveable roll position transduce r, wherein said moveable roll 
position transducer can be I s used to measure the position of the said moveable roll. 
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5. (Amended hereby) An The apparatus accord i ng to of claim 1 , further 
comprising in wh i ch an electronic controller and a servo valve , wherein said electronic 
controller and said servo valve can be afe used to control the position of the said 
moveable roll according to a reference position. 

6. (Amended hereby) Ar The apparatus accord i ng to of claim 1 . further 
comprising wh i ch includes a control system which contro l s tho pos i tion of th o rolls, tho , 
wherein said control system can control controls the position of said movable roll the 
rells in response to information from the said measurer or moasurors . 

7. (Amended hereby) An The apparatus accord i ng to of claim in wh i ch a 
wherein said moveable roll is provided between one of said coilers a-seHer- and a rolling 
mill stand or other processing stage. 

8. (Amended hereby) An apparatus for the coiling/uncoiling of ajnetal strip A 
comprising at least one coiler for coiling or uncoiling a metal strip thereabout, said 
apparatus providing a strip path for a metal strip to follow when a metal strip is 
operativelv connected to said at least one coiler. said apparatus further comprising 
charactor i sod by hav i ng a moveable roll in the said strip path , wherein a Guch that 
movement of this said moveable roll ohang e s can change the length of the- said strip 
path to tho co i lor/uncoi l o r . said at least one coiler having a rotational angular position 
that changes with rotation thereof, said apparatus further comprising an angular position 
and further charactor i zod by hav i ng a transduce r, wherein said angular position 
tranducer can measure the rotational measuring the angular position of at least one of 
said at least one coiler. wherein t ho coi l or/unco i lor and further charact o r i sod in that the 
position of the said moveable roll is automatically controlled as a function of the 
co ilo r/uncoil e r rotational angular position of at least one of said at least one coiler . 

9. (Amended hereby) The An apparatus accord i ng to of claim 8 . further 
comprising a roll position controller, wherein said roll position controller can cause 
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movement of said i n which th e moveable roll i s mov o d by a ro ll position contro ll er , 
wherein said roll position controller comprises s ueh-as a hydraulic cylinder. 

1 0. (Amended hereby) The Aft apparatus accord i ng to of claim 8 . further 
comprising in which a roll_position transduce r, wherein said roll position transducer can 
be is used to measure the position of-tbe said roll. 

1 1 . (Amended hereby) The Aft apparatus according to of claim 8 . further 
comprising in wh i ch an electronic controller and a servo valve , wherein said electronic 
controller and said servo valve can be are used to control the position of the said roll 
according to a reference position. 

1 2. (Amended hereby) Aft The apparatus according to of_claim 8 . further 
comprising wh i ch inc l udes a control system , wherein said control system can control 
wh i ch controls the position of-the said movable roll ro l ls, tho control oystom contro l s tho 
pos i tion of the ro ll s in response to information from the said angular position transducer 
m e asur e r or measur e rs . 

1 3. (Amended hereby) Aft The apparatus according to of_claim 8 . wherein said m 
wftieh-a-moveable roll is provided between a co ile r at least one of said at least one 
coiler and a rolling mill stand or other processing stage. 

14. (Amended hereby) A method of handling a metal strip, tho m e thod comprising 
provid i ng a f i rst co il or and a s e cond coiler i n a motal strip, passing the ajnetal strip from 
a first coiler to a second coiler T via a strip path for tho mota l strip boing defined between 
a first location and a second location, contacting a moveable roll with contact i ng the 
metal strip between the first location and second location, tho mothod inc l uding and 
measuring the rotational angular position of at least one of the coilers and moving the 
moveable roll so as to change the length of the strip path , tho moveab l e ro l l boing 
mov e d as a function of the rotational angular position of at least one of the coilers. 
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1 5. (Amended hereby) The A method according to pf_claim 1 4 . wherein the 
diameter of a coil formed by said metal strip about a coiler has an eccentricity and 
rotation of the coil causes tension variations in the metal strip due to the eccentricity, 
wherein the tension variations in the metal strip follow a tension variation pattern 
associated with the rotational angle of the coiler. said method further comprising moving 
the moveable roll wh i ch th e in a roll movement pattern of movoment of the mov e ab le 
ro l l as a function of tho co il or/un coilor anglo i o choson to reduce the tension variations 
caused by rotation e cc e ntr i c i ty of the coil d i am e t e r . 

1 6. (Amended hereby) The A method of claim 15. wherein accord i ng to c l a i m A 
charactorisod i n that the roll movement pattern of movement of th e movoab l o roll as a 
function of tho angular posit i on of tho co i lor/unco ile d is calculated in advance of said 
passing step as a tho co i ling oporat i on function of the anticipated eccentricity amplitude 
at varying rotational angles of the coil and tho g e ometry of tho movoablo ro ll. 

1 7. (Amended hereby) The A method gf _accord i ng to claim 4€ 30. wherein the 
charactor i sod i n that the anticipated amplitude of the coil diameter eccentricity is based 
on at least one of the group consisting of t he mat e rial typ e and/or composition of the 
strip material, the strip matorial t hickness , the strip and/or the matoria l tern peratu remand 
and/or the number of laps of the strip on the coil. 

1 8. (Amended hereby) The A method of _accord i ng to claim 1 4 . further comprising 
moving i n which the movable roll in response to a signal, wherein the movable roll has a 
response time, and adding an offset io addod to the measured coi l or/unco il er coiler 
rotational angular position in order to phase advance the signal to compensate for the 
response time of the moveable roll. 

19. (Amended hereby) The A method gf_ aocording to claim 18 . wherein i n which 
the offset is a function of the coiler dwm rotation speed. 



20. (Amended hereby) The A method of _acoording to claim 14 , further comprising 
using a in which the th e control system controls to control the position of the roll or rol l s 
in response to the rotational angle of the coiler information from th e m e asur e r or 
measur e rs in combination with further information , Th e furth e r i nformation b ei ng 
i nformation about ono or mor e of selected from the group consisting of the thickness of 
the strip, the material forming the strip, the temperature of the strip, the number of 
passes of the strip through the rolling mill stand or other process stage, the number of 
laps of the strip on the coiler, the geometry of the strip length, the geometry of the 
moveable roll to the rolling mill stand or other process stage, the geometry of the 
moveable roll to the a further roll, the response time of the moveable roll A and the speed 
of rotation of the coiler. 

21 . (Amended hereby) The A method gf accord i ng to claim 14 , further comprising 
in wh i ch calculating an eccentricity amplitude for the system and obtaining a corrected 
eccentricity amplitude by correcting the calculated eccentricity amplitude tho method 
prov i des ono or mor e m e thods by wh i ch tho system th e corr e cts the ca l cu l ated 
e cc e ntr i c i ty amp l itud e to g i v e a corr e ct e d e cc e ntr i c i ty ampl i tud e. 

22. (Amended hereby) The A method gf jaocording to claim 21 . wherein in which 
tho method corrects the calculated eccentricity amplitude is obtained by measuring the 
rotational speed of the coiler, wherein a decrease in speed of the coiler corresponds 
correspond i ng to the strip being applied over the location of eccentricity resulting in a 
corrected eccentricity amplitude which is greater than the calculated eccentricity 
amplitude and / or an increase in the rotational speed of the coiler at an angular position 
where the strip is applied over the location of the eccentricity r e su l t i ng results in a 
corrected eccentricity amplitude which is lower than the calculated eccentricity 
amplitude. 

23. (Amended hereby) The A method of _according to claim 21 , wherein in which 
the calculated eccentricity amplitude is corrected by measuring the tension in the strip 
and / or by measuring the load on the moveable roll, th e method prov i d e s th a t wherein, 
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if the tension in the strip increases and / or the load on the roll increases as the strip is 
applied over the position of the eccentricity then the corrected eccentricity amplitude is 
greater than the calculated eccentricity amplitude^ and / or tho method prov i ding that if 
the tension is reduced and / or the load on the roll is reduced as the strip is applied over 
the location of the eccentricity then the corrected eccentricity amplitude is less than the 
calculated eccentricity amplitude. 

24. (Amended hereby) The A method gf _aooording to claim 21 . wherein in-whieh 
the calculated eccentricity amplitude is corrected by measuring the coil diameter and 
particularly the coil diameter for the eccentricity. 

25. (New) The apparatus of claim 1 , wherein at least one of said coilers comprises 
a drum with a slot, wherein said slot can receive an end of a metal strip, wherein said 
slot rotates with rotation of said drum to cause a metal strip having an end placed in 
said slot to coil about said drum or to uncoil from said drum depending on the direction 
of rotation, and wherein the rotational angular position of said at least one of said coilers 
is determined by the rotational position of said slot. 

26. (New) The apparatus of claim 8, wherein at least one of said coilers comprises 
a drum with a slot, wherein said slot can receive an end of a metal strip, wherein said 
slot rotates with rotation of said drum to cause a metal strip having an end placed in 
said slot to coil about said drum or to uncoil from said drum depending on the direction 
of rotation, and wherein the rotational angular position of said at least one of said coilers 
is determined by the rotational position of said slot. 

27. (New) The method of claim 14, wherein at least one of the coilers comprises a 
drum with a slot, one end of the metal strip is inserted in the slot, the slot rotates with 
rotation of the drum to cause the metal strip to coil about the drum or to uncoil from the 
drum depending on the direction of rotation, and wherein the rotational angular position 
of the coiler is determined by the rotational position of the slot, each revolution of the 
coiler drum causing a pattern of tension variations in the metal strip associated with the 
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eccentricity caused by the insertion of the end of the metal strip in the slot, wherein said 
method comprises moving the moveable roll in a moveable roll movement pattern to 
reduce the amplitude of the pattern of tension variations in the metal strip during rotation 
of the drum. 

28. (New) A method of handling a metal strip, the method comprising passing a 
metal strip from a first coiler to a second coiler, wherein a strip path for the metal strip is 
defined between a first location and a second location, contacting the metal strip with a 
moveable roll between the first location and second location, the method further 
comprising measuring the angular position of at least one of the coilers and moving the 
moveable roll so as to change the length of the strip path, the moveable roll being 
moved as a function of the rotational angular position of at least one of the coilers, 
wherein the moveable roll is moved in response to a signal and the moveable roll has a 
response time, the method further comprising adding an offset to the measured coiler 
rotational angular position in order to phase advance the signal to compensate for the 
response time of the moveable roll. 

29. (New) The method of claim 28, wherein the offset is a function of the coiler 
drum speed. 

30. (New) The method of claim 16, wherein the metal strip is coiled on one of the 
coilers to form a coil, the coil has an anticipated amplitude of eccentricity and the 
pattern of movements of the moveable roll adjusts the strip path length to account for 
the anticipated amplitude of eccentricity of the coil. 
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